The influence of rolling temperature and pass reduction degree on microstructure and texture evolution was investigated using an AZXW3100 alloy, Mg-3Al-1Zn-0.5Ca-0.5Y, in wt.%. The change in the rolling schedule had a significant influence on the resulting texture and microstructure from the rolling and subsequent annealing. A relatively strong basal-type texture with a basal pole split into the rolling direction was formed by rolling at 450 • C with a decreasing scheme of the pass reduction degrees with a rolling step, while the tilted basal poles in the transverse direction were developed by using an increasing scheme of the pass reduction degrees. Rolling at 500 • C results in a further distinct texture type with a far more largely tilted basal pole into the rolling direction. The directional anisotropy of the mechanical properties in the annealed sheets was caused by the texture and microstructural features, which were in turn influenced by the rolling condition. The Erichsen index of the sheets varied in accordance to the texture sharpness, i.e., the weaker the texture the higher the formability. The sheet with a tetrarchy distribution of the basal poles into the transverse and rolling directions shows an excellent formability with an average Erichsen index of 8.1.
Introduction
In the last decades magnesium (Mg) alloys have been widely investigated due to their positive characteristics for a lightweight structure, e.g., their low density, high machinability and excellent damping capacity. However, the poor formability of Mg sheets, especially at room temperature, is one of the main drawbacks that retards the industrial application of semi-finished products. Conventional wrought Mg alloys, e.g., those based on the Mg-Al-Zn system such as the AZ31 alloy, have a tendency to develop strong basal-type textures during the sheet rolling process. The basal-type texture, in which most grains have their c-axes in the sheet normal direction (ND), causes a limited sheet formability from the restricted activities of the <a> dislocations slip, especially for the strain accommodation along the ND. The pyramidal <c+a> slip with a Burgers vector of <11−23> can accommodate the strain along the ND of such strongly textured material. Nevertheless, the <c+a> slip can be activated only at high temperature due to the high critical resolved shear stress (CRSS) at room temperature. To improve the formability of the Mg sheets, it is essential to provide a way of weakening the texture. In case of a weakened basal-type texture or non-basal texture components, it is expected that <a> dislocations with a relatively low CRSS contribute to accommodating the deformation along the ND. It was reported that texture weakening can be achieved by alloying Mg with yttrium (Y) and rare earth (RE) elements
Materials and Methods
The ingots of AZXW3100 alloy, with a nominal composition of Mg-3Al-1Zn-0.5Ca-0.5Y in wt.%, were cast into a steel mold under an Ar and SF6 atmosphere. The corresponding alloy compositions are well recognized for their excellent ignition resistance and high strength after extrusion [7, 9] , while their microstructure evolution during rolling and the resulting sheet properties have not been systematically studied. The cast ingot slabs with a thickness of 10 mm were machined and homogenized at 450 • C for 20 h under a continuous Ar flow. The homogenized slabs were rolled to a final gauge of 1 mm using different rolling conditions that are shown in Table 1 . Two different schemes of deformation degree per pass were applied at the rolling temperatures of 450 • C and 500 • C; the deformation degrees per pass increased with the rolling step (ϕ = 0.1 to 0.3) or decreased with the rolling step (ϕ = 0.3 to 0.1). Table 1 . Different rolling conditions used in the present study. The rolled sheets were annealed at 400 • C for different lengths of time, from 300 to 3600 s. The microstructure evolution during the rolling and recrystallization annealing were investigated with focus given to the influence of the different rolling schemes. Optical microstructures of the rolled and annealed sheets were observed by using standard metallographic sample preparation techniques and an etchant based on picric acid [16] . Global texture measurements on the rolled and recrystallized sheets were conducted using X-ray diffraction (Cu Kα, 40 kV and 40 mA, Panalytical, Almelo, The Netherland). The orientation distribution function and complete pole figures were calculated by using a MATLAB toolbox MTEX [17] from six measured pole figures. Specimens for electron backscatter diffraction (EBSD) analysis were prepared by electropolishing in a Struers AC2 solution at −20 • C and 30 V. The EBSD measurements were conducted on a field emission gun scanning electron microscope (working at 15 kV, Zeiss Ultra 55, Carl Zeiss AG, Oberkochen, Germany) equipped with a Hikari detector (AMETEK Inc., Mahwah, NJ, USA) and an EDAX/TSL EBSD system.
The tensile samples were prepared from the sheets after recrystallization annealing in 3 different sheet directions: rolling direction (RD), transverse direction (TD) and 45 • to RD, according to the DIN 50125 H12.5 × 50. The quasi-static tensile tests were conducted at room temperature with an initial strain rate of 10 −3 /s. The stretch formability of the sheets was examined by Erichsen tests of the as-rolled and annealed sheets at room temperature. The tests were performed using a punch with a diameter of 20 mm at a punch speed of 5 mm/min and a blank hold force of 10 kN, according to DIN 50101. The Erichsen index (IE) was determined by the punch stroke corresponding to the max load. The results from the tensile tests and the Erichsen tests are given as the average values from 3 samples, at least, for each condition of the examined sheet.
Results and Discussion
The optical microstructures, which are taken from longitudinal sections, and the recalculated (0001) and {10-10} pole figures of the AZXW3100 alloy sheets rolled with different conditions are shown in Figure 1 , Figure 2 , and Figure 5 . The microstructural evolution during the recrystallization annealing at 400 • C of each sheet is presented. The numbers given on the micrographs indicate the average grain sizes measured by the linear intercept method.
The sheet rolled with the 450-inc rolling scheme exhibits a strongly deformed structure with a large number of twin and deformation bands, which are homogeneously distributed in the whole sheet ( Figure 1a) . The grains are elongated in the RD. The average grain size of the rolled sheet is about 11 µm, which is determined from the matrix grains without counting the twin boundaries. The annealed sheet at 400 • C for 300 s shows a fully recrystallized microstructure with equi-axed grains and an average size of 6 µm. The recrystallized grain structure is very stable and no significant grain growth occurs during the subsequent annealing, such that the grain size of the annealed sheet for 3600 s at 400 • C is 8 µm. Many of the fragmented secondary phases are aligned along the RD. They are observed in the as-rolled as well as the recrystallized sheets.
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The sheet rolled with the 450-inc rolling scheme exhibits a strongly deformed structure with a large number of twin and deformation bands, which are homogeneously distributed in the whole sheet ( Figure 1a) . The grains are elongated in the RD. The average grain size of the rolled sheet is about 11 µm, which is determined from the matrix grains without counting the twin boundaries. The annealed sheet at 400 °C for 300 s shows a fully recrystallized microstructure with equi-axed grains and an average size of 6 µm. The recrystallized grain structure is very stable and no significant grain growth occurs during the subsequent annealing, such that the grain size of the annealed sheet for 3600 s at 400°C is 8 µm. Many of the fragmented secondary phases are aligned along the RD. They are observed in the as-rolled as well as the recrystallized sheets. A relatively strong texture with a max pole density of the (0001) pole figure, Pmax = 6.3 multiple random distribution (m.r.d.), is obtained in the sheet rolled with the 450-inc scheme. The as-rolled sheet shows the basal pole distribution splitting into the RD. The formation of the texture component is understood as a result from a high activity <c+a> slip and secondary twinning during deformation [18] . The recrystallization annealing leads to a texture weakening such that the max pole density of the annealed sheet is Pmax = 2.6 m.r.d. Texture weakening accompanies the development of the basal pole split into the TD, while the basal poles in the RD become significantly weaker. This tendency of texture development, i.e., recrystallization texture with an additional basal pole split into the TD, has been mostly reported in studies of various RE or Ca containing Mg alloys sheets. It is important to note that the formation of weak textures with a TD basal pole split has been reported mostly in Alfree Mg alloys, such as Mg-Zn-RE and Mg-Zn-Ca systems. The present results show that such texture components are also obtained in Al-containing alloys by controlling the thermomechanical treatment conditions. This type of sheet texture stands out among others for its more homogeneous orientation distribution, which is usually more desirable for sheet metal forming processes than a texture with a predominant distribution of basal poles along one sheet direction.
Changing the rolling scheme produced a significantly different microstructure and texture in the final sheet. When decreasing the deformation degree with a rolling step, i.e., 450-dec rolling scheme with rolling degrees of φ = 0.3 at the beginning and φ = 0.1 at the final rolling steps, the rolled sheet showed a coarse grain structure with an average grain size of 24 µm. A fully recrystallized microstructure was shown after 300 s annealing at 400°C, and the average grain size slightly varied from 18 µm to 21 µm during the recrystallization annealing up to 3600 s. The grain structure is relatively inhomogeneous, as shown by the relatively large values of the grain size deviation.
The as-rolled sheet shows the texture with a spread of the basal poles, up to about 20° tilting into the RD. That is, most grains have their basal planes aligning parallel to the sheet normal plane. The recrystallization annealing accompanied a slight weakening of the basal-type texture, from Pmax = 5.1 m.r.d to Pmax = 4.1 m.r.d. at the as-rolled and recrystallized conditions, respectively. During the recrystallization annealing up to 3600 s at 400 °C the texture with the basal pole spread into the RD was maintained without a qualitative change. The sheet rolled by the 450-dec scheme shows a relatively stronger recrystallization texture, Pmax = 3.9 m.r.d. after 3600 s annealing, than the sheet rolled with the 450-inc scheme. Due to the low deformation degree at the final rolling steps the coarse grains formed during the intermediated annealing were kept without fragmentation by deformation, e.g., twinning and deformation bands. The grain structure and texture development during the post annealing of the 450-dec sheet seems to be related to the extended recovery-controlled process, such that no significant texture change resulted from the annealing. In contrast, the sheet rolled with a large deformation degree at the final rolling steps, e.g., the sheet rolled with the 450-inc scheme, has A relatively strong texture with a max pole density of the (0001) pole figure, Pmax = 6.3 multiple random distribution (m.r.d.), is obtained in the sheet rolled with the 450-inc scheme. The as-rolled sheet shows the basal pole distribution splitting into the RD. The formation of the texture component is understood as a result from a high activity <c+a> slip and secondary twinning during deformation [18] . The recrystallization annealing leads to a texture weakening such that the max pole density of the annealed sheet is Pmax = 2.6 m.r.d. Texture weakening accompanies the development of the basal pole split into the TD, while the basal poles in the RD become significantly weaker. This tendency of texture development, i.e., recrystallization texture with an additional basal pole split into the TD, has been mostly reported in studies of various RE or Ca containing Mg alloys sheets. It is important to note that the formation of weak textures with a TD basal pole split has been reported mostly in Al-free Mg alloys, such as Mg-Zn-RE and Mg-Zn-Ca systems. The present results show that such texture components are also obtained in Al-containing alloys by controlling the thermomechanical treatment conditions. This type of sheet texture stands out among others for its more homogeneous orientation distribution, which is usually more desirable for sheet metal forming processes than a texture with a predominant distribution of basal poles along one sheet direction.
Changing the rolling scheme produced a significantly different microstructure and texture in the final sheet. When decreasing the deformation degree with a rolling step, i.e., 450-dec rolling scheme with rolling degrees of ϕ = 0.3 at the beginning and ϕ = 0.1 at the final rolling steps, the rolled sheet showed a coarse grain structure with an average grain size of 24 µm. A fully recrystallized microstructure was shown after 300 s annealing at 400 • C, and the average grain size slightly varied from 18 µm to 21 µm during the recrystallization annealing up to 3600 s. The grain structure is relatively inhomogeneous, as shown by the relatively large values of the grain size deviation.
The as-rolled sheet shows the texture with a spread of the basal poles, up to about 20 • tilting into the RD. That is, most grains have their basal planes aligning parallel to the sheet normal plane. The recrystallization annealing accompanied a slight weakening of the basal-type texture, from Pmax = 5.1 m.r.d to Pmax = 4.1 m.r.d. at the as-rolled and recrystallized conditions, respectively. During the recrystallization annealing up to 3600 s at 400 • C the texture with the basal pole spread into the RD was maintained without a qualitative change. The sheet rolled by the 450-dec scheme shows a relatively stronger recrystallization texture, Pmax = 3.9 m.r.d. after 3600 s annealing, than the sheet rolled with the 450-inc scheme. Due to the low deformation degree at the final rolling steps the coarse grains formed during the intermediated annealing were kept without fragmentation by deformation, e.g., twinning and deformation bands. The grain structure and texture development during the post annealing of the 450-dec sheet seems to be related to the extended recovery-controlled process, such that no significant texture change resulted from the annealing. In contrast, the sheet rolled with a large deformation degree at the final rolling steps, e.g., the sheet rolled with the 450-inc scheme, has a high deformation energy at the as-rolled condition. Thus, the recrystallization, including the nucleation, which is triggered mostly at highly deformed areas, like deformation bands, shear bands and grain boundaries, occurs during the annealing simultaneously with the extended recovery. This recrystallization process results in qualitative texture changes that accompany the weakening of deformation texture components.
The EBSD measurements clearly indicate the differences in the microstructure and deformation energy of the as-rolled sheets (Figure 3) . The inverse pole figure (IPF) map and the kernel average misorientation (KAM) map of the EBSD measurement show the grain orientations and degree of deformation at measuring points. The KAM map is well acknowledged to represent the stored energy and geometrically necessary dislocations (GND) remaining in a deformed material. The rolled sheet by the 450-inc scheme, Figure 3a , shows a large number of twins, which correspond to the {10−12}−{10−11} secondary twins determined by its orientation relationship to the matrix [19] . Moreover, the KAM map demonstrates that a relatively high deformation energy is distributed within the whole volume at the grain interior and along the grain boundaries, where a relatively higher deformed zone is observed along the lines inclined about 30 • from the RD. The band-shaped structure is observed in the as-rolled sheet, marked with grey lines in Figure 3a . The band structure, at which the deformation energy is more concentrated, mostly develops along the twins and seems to be a microstructural feature prior to the shear band. The sheet rolled by the 450-dec scheme shows a deformed microstructure with twins. However, the degree of deformation is much lower than that of the 450-inc sheet. The KAM map also indicates that the deformation degree is more or less concentrated along the grain and twin boundaries. The elements distribution maps at the same area to the EBSD measurement of the 450-dec sheet are shown in Figure 4 . It is obvious that the secondary phases observed in the examined alloy, which are shown as black dots in the EBSD maps, are mostly the high Al-Ca and Al-Y phases, e.g., (Al, Mg) 2 Ca and Al 4 MgY. A relatively high concentration of Mn, 2~5 wt.% from the EDX analysis, was found at the Al4Mg 4 Y phase. a high deformation energy at the as-rolled condition. Thus, the recrystallization, including the nucleation, which is triggered mostly at highly deformed areas, like deformation bands, shear bands and grain boundaries, occurs during the annealing simultaneously with the extended recovery. This recrystallization process results in qualitative texture changes that accompany the weakening of deformation texture components. The EBSD measurements clearly indicate the differences in the microstructure and deformation energy of the as-rolled sheets (Figure 3) . The inverse pole figure (IPF) map and the kernel average misorientation (KAM) map of the EBSD measurement show the grain orientations and degree of deformation at measuring points. The KAM map is well acknowledged to represent the stored energy a high deformation energy at the as-rolled condition. Thus, the recrystallization, including the nucleation, which is triggered mostly at highly deformed areas, like deformation bands, shear bands and grain boundaries, occurs during the annealing simultaneously with the extended recovery. This recrystallization process results in qualitative texture changes that accompany the weakening of deformation texture components. The EBSD measurements clearly indicate the differences in the microstructure and deformation energy of the as-rolled sheets (Figure 3) . The inverse pole figure (IPF) map and the kernel average misorientation (KAM) map of the EBSD measurement show the grain orientations and degree of deformation at measuring points. The KAM map is well acknowledged to represent the stored energy and geometrically necessary dislocations (GND) remaining in a deformed material. The rolled sheet The influence of the rolling scheme with regards to the step reduction degree on the microstructure and texture evolution is negligible, when the sheet rolling is conducted at a higher temperature. The sheets rolled at 500 • C have a distinct texture type, where the basal pole split into the RD with a tilting angle of 20~30 • from the ND is formed independently from the step reduction degree (Figure 5a,c) . After annealing for 600 s at 400 • C, the texture weakens to Pmax = 3.6 and 3.4 in the 500-inc and 500-dec sheets, respectively. This type of texture with the basal pole split into the RD and a relatively weaker intensity compared to a commercial Mg alloy is generally observed in the Mg-REE binary alloy sheets [20] . The grain sizes of the annealed sheets, 9 µm and 7 µm, are comparable to those of the 450-inc sheet. Besides the intermetallic particles, many stringer structures of oxide inclusions, identified by means of EDX analysis, are found along the RD in the optical micrographs, and also in the sheets rolled at 450 • C. These microstructural features originate from the casting defects, e.g., micro-voids and oxide inclusions, which are elongated during the rolling procedures. to the EBSD measurement of the 450-dec sheet are shown in Figure 4 . It is obvious that the secondary phases observed in the examined alloy, which are shown as black dots in the EBSD maps, are mostly the high Al-Ca and Al-Y phases, e.g., (Al, Mg)2Ca and Al4MgY. A relatively high concentration of Mn, 2 ~ 5 wt.% from the EDX analysis, was found at the Al4Mg4Y phase. The influence of the rolling scheme with regards to the step reduction degree on the microstructure and texture evolution is negligible, when the sheet rolling is conducted at a higher temperature. The sheets rolled at 500 °C have a distinct texture type, where the basal pole split into the RD with a tilting angle of 20° ~ 30° from the ND is formed independently from the step reduction degree (Figure 5a,c) . After annealing for 600 s at 400 °C, the texture weakens to Pmax = 3.6 and 3.4 in the 500-inc and 500-dec sheets, respectively. This type of texture with the basal pole split into the RD and a relatively weaker intensity compared to a commercial Mg alloy is generally observed in the Mg-REE binary alloy sheets [20] . The grain sizes of the annealed sheets, 9 µm and 7 µm, are comparable to those of the 450-inc sheet. Besides the intermetallic particles, many stringer structures of oxide inclusions, identified by means of EDX analysis, are found along the RD in the optical micrographs, and also in the sheets rolled at 450 °C. These microstructural features originate from the casting defects, e.g. micro-voids and oxide inclusions, which are elongated during the rolling procedures. Table 2 . The higher strength and ductility of the 450-inc sheet are associated with a finer grain structure and weaker texture than those of the 450-dec sheet. Due to this weak texture, i.e., the more randomly distributed orientations, the dislocation slip can be more easily activated without a geometrical restriction, i.e., a higher Schmid's factor for the basal <a> slip than a more strongly textured material, such that higher ductility is achieved based on a homogeneous deformation. The 450-inc sheet has a high yield strength (σ 0.2 > 150 MPa) in different sheet planar directions. Moreover, other alloys sheets that have a similar texture, e.g., the ZE10 sheet in [21] , have a much lower strength, especially in the TD. The anisotropic mechanical properties of the sheets can also be understood from the texture. The higher stress values in the RD than the TD are associated with the broader angular tilt of the basal poles towards the TD than the RD. Due to its geometrical advantages, the basal <a> slip is more favored during the tensile loading in the TD. The directional anisotropy in the yield strength is larger in the 450-inc sheet, which is attributed to the basal pole split into the TD. The 450-dec sheet shows a basal pole spread into the TD and, accordingly, the smaller directional anisotropy of the yield strength is observed. Indeed, it is expected that the anisotropy in ductility is insignificant, even with a slightly higher ductility in the TD [21] . In general, the sheet planar direction with lower stress corresponds to higher uniform strain and fracture strain. The premature fracture during the tension in the TD of the present study was caused by the oxide inclusions aligned along the RD. The stringers of the oxide inclusions act as a stress concentration site, especially during the loading along the TD, such that the fracture occurs at a low strain level, as also shown in a previous study [22] .
Mg-REE binary alloy sheets [20] . The grain sizes of the annealed sheets, 9 µm and 7 µm, are comparable to those of the 450-inc sheet. Besides the intermetallic particles, many stringer structures of oxide inclusions, identified by means of EDX analysis, are found along the RD in the optical micrographs, and also in the sheets rolled at 450 °C. These microstructural features originate from the casting defects, e.g. micro-voids and oxide inclusions, which are elongated during the rolling procedures. Uniform elongation (%) 18.0 ± 1.1 15.0 ± 4.7 8.1 ± 1.6 13.9 ± 0.6 12.0 ± 0.5 4.6 ± 2.4 Figure 7 presents the Erichsen index (IE) of the as rolled and annealed sheet samples. The as-rolled sheets show very low formability, IE = 2.5~3, independently on the rolling scheme. After annealing for 600 s at 400 • C, improved formability, which is related to the reduction of lattice defects and the texture weakening, is achieved. A remarkable improvement of the formability is obtained in the 450-inc sheet after annealing. The average IE of 8.1 is almost a three-fold higher value in comparison to the commercial AZ31 sheet (IE = 2~3). Other sheets, rolled at 500 • C and 450-dec, have an IE of 4.0~4.5 after annealing. The excellent stretch formability of the 450-inc sheet after recrystallization annealing is attributed to the weak texture and the basal pole split into the RD and TD. As mentioned above, this texture type with a tetrarchy distribution of the basal poles is advantageous for the material flow in the sheet thickness direction during stretch forming due to the high activity of the basal <a> slip. Additionally, the fine grain structure with an average grain size of 6 µm and fine particles distributed homogeneously also enhance sheet formability. Considering that a large number of stringers of the secondary phase particles and Mg oxide aligning along the RD are found in all samples, we consider that the ductility in the TD and the stretch formability could be further improved. This requires the further optimization of the alloy composition as well as the improved casting technology. For instance, casting under vacuum or a controllable solidification rate ensures the reduced interaction between the melt and atmosphere. Metals 2019, 9, x FOR PEER REVIEW 8 of 9 
Summary
Non-flammable AZXW3100 alloy sheets were produced using various rolling conditions. Depending on the rolling schedule, distinct microstructure and texture evolution was observed during the warm rolling and subsequent recrystallization annealing.
The texture with tetrarchy characteristics, i.e., the basal pole split into TD and RD simultaneously, developed after rolling at 450 °C, with the deformation degree per pass increasing with the rolling step. The rolling at 450 °C with a decreasing deformation degree per pass resulted in a coarse grain structure with a relatively strong basal-type texture. After the sheet rolling at 500 °C, the texture with the basal pole split into the RD was developed, while the influence of the deformation degree per rolling step on the microstructure and texture became negligible.
The directional anisotropy of the mechanical properties is related to the distinct texture of each rolled sheet. It is obvious that the AZXW3100 sheet that has a weak texture with the basal pole split into the TD shows excellent sheet formability.
The present results clearly indicate that a highly ductile and formable sheet can be produced by microstructure and texture control, which in turn originate from optimized thermomechanical treatments. Further studies on deformation and recrystallization mechanisms in correlation with thermomechanical treatments will identify the fundamental mechanisms that produce such variety in microstructure and texture development. 
The texture with tetrarchy characteristics, i.e., the basal pole split into TD and RD simultaneously, developed after rolling at 450 • C, with the deformation degree per pass increasing with the rolling step. The rolling at 450 • C with a decreasing deformation degree per pass resulted in a coarse grain structure with a relatively strong basal-type texture. After the sheet rolling at 500 • C, the texture with the basal pole split into the RD was developed, while the influence of the deformation degree per rolling step on the microstructure and texture became negligible.
